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(54) INTERIOR PANEL FOR VEHICLE AND ITS FORMING 

(57)Abstract: 

PROBLEM TO BE SOLVED: To dispense with assembly 
work and clearance and fitting adjustments by closing an 
opening for air bag expansion which is formed in a resin 
monolayer panel with an air bag lid of a thermoplastic 
elastomer with superb low temperature brittleness 
properties which is formed monolithically with the 
monolayer panel. 

SOLUTION: An instrument panel main body 2 is of the 
monolayer structure molded by injection in resin and 
forms an opening 2a for air bag expansion of almost a 
rectangular shape. In addition, an air bag lid 3 is formed 
monolithically with the instrument panel main body 2 so 
that the opening 2a for air bag expansion is closed by a 
thermoplastic elastomer with superb low temperature 
brittleness properties. Further, the area in which the 
base of the air bag lid 3 comes into contact with the 
instrument panel main body 2 after forming can be 
securely obtained to the largest possible extent by 
causing the elastomer to straddle the front and back of 
a flange 2b. 



:3h 



-J) 




LEGAL STATUS 

[Date of request for examination] 

[Date of sending the examiner s decision of 
rejection] 

[Kind of final disposal of application other than 
the examiner s decision of rejection or 
application converted registration] 

[Date of final disposal for application] 

[Patent number] 

[Date of registration] 

[Number of appeal against examiners decision 
of rejection] 



http://www1 .ipdl.jpo.go.jp/PA1 /result/detail/main/wAAAal 71 86D A41 0076544P1 .htr 2002/08/27 



„ Searchin&iPAJ 



2/2 ^— v 



[Date of requesting appeal against examiner's 
decision of rejection] 

[Date of extinction of right] 

Copyright (C); 1 998,2000 Japan Patent Office 



http://www1 .ipdl jpo.go.jp/PA1 /result/detail/main/wAAAal 71 86DA41 0076544P1 .h.. 



2002/08/27 



* NOTICES * 



Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer.So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The interior panel for vehicles characterized by the aforementioned opening for air bag 
bulge being closed by the air bag lid which opening for air bag bulge is formed in the monolayer 
panel of the resin which presents a predetermined configuration, and is really fabricated by the 
aforementioned monolayer panel and consists of thermoplastic elastomer with a good low- 
temperature-embrittlement property. 

[Claim 2] The interior panel for vehicles according to claim 1 characterized by for a flange really 
being fabricated by the opening marginal part of the aforementioned opening for air bag bulge, 
and the aforementioned elastomer straddling the front reverse side of this flange. 
[Claim 3] The interior panel for vehicles according to claim 2 characterized by having formed the 
breakthrough in the aforementioned flange and the aforementioned elastomer having invaded into 
this breakthrough. 

[Claim 4] The interior panel for vehicles according to claim 1 to 3 characterized by really forming 
a rib so that the aforementioned opening for air bag bulge may be surrounded at the rear face of 
the aforementioned monolayer panel, and the aforementioned elastomer straddling the internal 
surface of this rib. 

[Claim 5] The interior panel for vehicles according to claim 1 to 4 characterized by preparing 
surface material in each front face of the aforementioned monolayer panel and the 
aforementioned air bag lid at one. 

[Claim 6] The forming method of the interior panel for vehicles that the air bag lid to which the 
monolayer panel which has opening for air bag bulge is formed in a predetermined configuration, 
and closes the aforementioned opening for air bag bulge with injection molding of a resin is 
characterized by really being fabricated at the aforementioned monolayer panel by thermoplastic 
elastomer with a good low-temperature-embrittlement property. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[The technical field to which invention belongs] this invention relates to the interior panel for 
vehicles, and the interior panel for vehicles which has air bag lids, such as an instrument panel 
and a door trim, especially. 
[0002] 

[Description of the Prior Art] Conventionally, while forming opening for air bag bulge in the part, 
the thing it equips [ thing ] with the air bag lid of another object so that this opening for air bag 
bulge may be closed, and makes an air bag lid cleave by the air bag which expanded with the 
operation of the main part of air bag equipment, and it was made to bulge an air bag in the front- 
face side of the interior panel for vehicles is known by interior panels for vehicles, such as an 
instrument panel and a door trim. 
[0003] 

[Problem(s) to be Solved by the Invention] by the way, the crevice management and the 
management with ** which attachment work not only takes time, but originates in the mutual 
forming error of the interior panel for vehicles, and an air bag lid etc. since it is the structure 
which attaches the air bag lid of another object to the interior panel for vehicles, if it is in the 
interior panel for vehicles constituted like the above — difficult — moreover — crevice 
management — one of fabrication — there was a problem that where of it cannot but depend on 
**** by metal mold 

[0004] this invention is made in view of the above-mentioned situation, and aims at offering the 
interior panel for vehicles which it not only can do attachment work unnecessary, but can make 
crevice management and management with ** unnecessary. 
[0005] 

[Means for Solving the Problem] In order to attain the purpose, opening for air bag bulge is 
formed in the monolayer panel of the resin which presents a predetermined configuration, and 
the interior panel for vehicles according to claim 1 makes it a summary for the aforementioned 
opening for air bag bulge to be closed by the air bag lid which is really fabricated by the 
aforementioned monolayer panel and consists of thermoplastic elastomer with a good low- 
temperature-embrittlement property. 

[0006] Moreover, let it be a summary for the air bag lid to which the monolayer panel which has 
opening for air bag bulge is formed in a predetermined configuration by injection molding of a 
resin, and the forming method of the interior panel for vehicles according to claim 6 closes the 
aforementioned opening for air bag bulge to really be fabricated by the good thermoplastic 
elastomer of a low-temperature-embrittlement property at the aforementioned monolayer panel. 
[0007] 

[Embodiments of the Invention] Next, the gestalt of operation of the interior panel for vehicles of 
this invention is explained based on a drawing. 

[0008] (Gestalt 1 of operation) Drawing 1 and drawing 2 are the cases where the gestalt 1 of 
operation of the interior panel for vehicles of this invention was shown, and the interior panel for 
vehicles is applied to an instrument panel. 
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[0009] In drawing 2 , the instrument panel 1 as an interior panel for vehicles has the air bag lid 3 
which closes opening 2a for air bag bulge formed in the instrument-panel main part 2 and the 
instrument-panel main part 2 as a monolayer panel. 

[0010] The instrument-panel main part 2 is formed in the monolayer of injection formation of a 
resin, and as shown in drawing 1 (A), it forms opening 2a for air bag bulge of an abbreviation 
rectangle. In addition, this opening 2a for air bag bulge is formed with the gestalt 1 of this 
operation of the marginal part of flange 2b of the instrument-panel main part 2 and one. 
Furthermore, as shown in drawing 1 (B), rib 2c is formed in one so that opening 2a for air bag 
bulge may be surrounded, and the main part 4 of air bag equipment which contained the air bag 
which is not illustrated, the inflator, etc. in this rib 2c is located in the rear face of the 
instrument-panel main part 2. 

[001 1] After the air bag lid 3 carries out injection formation of the instrument-panel main part 2 
at a predetermined configuration, it is really fabricated by the instrument-panel main part 2 so 
that opening 2a for air bag bulge may be closed by thermoplastic elastomer with a good low- 
temp e r a t u r e-e mb r i tt I e m e n t p r o p e rty . 

[0012] Under the present circumstances, cleavage slot 3a of the letter of the abbreviation for H 
characters and the hinge slots 3b and 3b of the couple prolonged between the open ends of this 
cleavage slot 3a are formed in the rear face of the air bag lid 3. Moreover, the base of the air bag 
lid 3 can secure greatly the plane-of-composition product of the air bag lid 3 to the instrument- 
panel main part 2 after fabrication by making an elastomer straddle the front reverse side of 
flange 2b. 

[0013] (Gestalt 2 of operation) Drawing 3 (A) and (B) show the case where the gestalt 2 of 
operation of the interior panel for vehicles of this invention is applied to an instrument panel. In 
addition, in the gestalt 2 of this operation, since the instrument-panel main part 2 and exterior 
which were shown with the gestalt 1 of the above-mentioned implementation are the same, they 
omit the whole illustration like drawing 2 . 

[0014] In drawing 3 (A) and (B), the instrument panel 11 as an interior panel for vehicles has the 
instrument-panel main part 12 and the air bag lid 13 which closes opening 12a for air bag bulge 
formed in the instrument-panel main part 12. 

[0015] The instrument-panel main part 12 is formed in the monolayer of injection formation of a 
resin like the instrument-panel main part 2, and as shown in drawing 3 (A), it forms opening 12a 
for air bag bulge of an abbreviation rectangle. In addition, this opening 12a for air bag bulge is 
formed with the gestalt 2 of this operation of the marginal part of flange 12b of the instrument- 
panel main part 12 and one. Furthermore, as shown in drawing 3 (B), rib 12c is formed in one so 
that opening 12a for air bag bulge may be surrounded, and the main part 4 of air bag equipment 
which contained the air bag which is not illustrated, the inflator, etc. in this rib 12c is located in 
the rear face of the instrument-panel main part 12. 

[0016] 1 2d of breakthroughs and 1 2d — which are penetrated on the front reverse side are 
formed in two or more places of flange 12b. in addition — although 12d of this breakthrough and 
1 2d — are mere holes in the example of illustration — the wave of a long hole or predetermined 
length — it is not limited in the ranges from which, as for the size, configuration, etc., the 
intensity of flange 12b etc. is not especially prevented, such as a hole 

[0017] Like the air bag lid 3, after carrying out injection formation of the instrument-panel main 
part 12 at a predetermined configuration, the air bag lid 13 is the instrument-panel main part 12 
and really fabricated so that opening 12a for air bag bulge may be closed by thermoplastic 
elastomer with a good low-temperature-embrittlement property. 

[0018] Under the present circumstances, cleavage slot 13a of the letter of the abbreviation for H 
characters and the hinge slots 13b and 13b of the couple prolonged between the open ends of 
cleavage slot 13a are formed in the rear face of the air bag lid 13. Moreover, by making an 
elastomer straddle the front reverse side of flange 12b, the base of the air bag lid 13 can secure 
greatly the plane-of-composition product of the air bag lid 13 to the instrument-panel main part 
12 after fabrication, by making an elastomer invade into 1 2d of breakthroughs, and 1 2d — , can 
combine the elastomer over the front reverse side, and can secure the bonding strength. 
[0019] (Gestalt 3 of operation) Drawing 4 (A) and (B) show the case where the gestalt 3 of 
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operation of the interior panel for vehicles of this invention is applied to an instrument panel. In 
addition, also in the gestalt 3 of this operation, since the instrument-panel main part 2 and 
exterior which were shown with the gestalt 1 of the above-mentioned implementation are the 
same, they omit whole illustration. 

[0020] In drawing 4 (A) and (B), the instrument panel 21 as an interior panel for vehicles has the 
instrument-panel main part 22 and the air bag lid 23 which closes opening 22a for air bag bulge 
formed in the instrument-panel main part 22. 

[0021] The instrument-panel main part 22 is formed in the monolayer of injection formation of a 
resin like the instrument-panel main part 2, and as shown in drawing 4 (A), it forms opening 22a 
for air bag bulge of an abbreviation rectangle. In addition, this opening 22a for air bag bulge is 
formed with the gestalt 2 of this operation of the marginal part of flange 22b of the instrument- 
panel main part 22 and one. Furthermore, as shown in drawing 4 (B), rib 22c is formed in one so 
that opening 22a for air bag bulge may be surrounded, and the main part 4 of air bag equipment 
which contained the air bag which is not illustrated, the inflator, etc. in this rib 22c is located in 
the rear face of the instrument-panel main part 22. In addition, you may form 1 2d of 
breakthroughs shown with the gestalt 2 of two or more operations of flange 22b, and the same 
breakthrough. 

[0022] Like the air bag lid 3, after carrying out injection formation of the instrument-panel main 
part 22 at a predetermined configuration, the air bag lid 23 is the instrument-panel main part 22 
and really fabricated so that opening 22a for air bag bulge may be closed by thermoplastic 
elastomer with a good low-temperature-embrittlement property. 

[0023] Under the present circumstances, cleavage slot 23a of the letter of the abbreviation for H 
characters is formed in the rear face of the air bag lid 23. Moreover, the base of the air bag lid 
23 can secure greatly the plane-o-Fcomposition product of the air bag lid 23 to the instrument- 
panel main part 22 after fabrication by making an elastomer straddle rib 22c from the front 
reverse side of flange 22b, and the rear face of flange 22b. In addition, the bonding strength can 
be secured still more greatly by making an elastomer straddle rib 22c from the rear face of 
flange 22b, and forming extension 23e. Thereby, it is not necessary to form a hinge slot in the air 
bag lid 23. 

[0024] (Gestalt 4 of operation) Drawing 5 (A) and (B) show the case where the gestalt 4 of 
operation of the interior panel for vehicles of this invention is applied to an instrument panel. In 
addition, also in the gestalt 4 of this operation, since the instrument-panel main part 2 and 
exterior which were shown with the gestalt 1 of the above-mentioned implementation are the 
same, they omit whole illustration. 

[0025] In drawing 5 (A) and (B), the instrument panel 31 as an interior panel for vehicles has the 
surface material 7 which consists of a wrap elastic pad (foam) 5 and epidermis 6 the instrument- 
panel main part 32, the air bag lid 33 which closes opening 32a for air bag bulge formed in the 
instrument-panel main part 32, and the front face of the instrument-panel main part 32 and the 
front face of the air bag lid 33. 

[0026] The instrument-panel main part 32 is formed in the monolayer of injection formation of a 
resin like the instrument-panel main part 2, and as shown in drawing 5 (A), it forms opening 32a 
for air bag bulge of an abbreviation rectangle. Moreover, as shown in drawing 5 (B), rib 32c is 
formed in one so that opening 32a for air bag bulge may be surrounded, and the main part 4 of 
air bag equipment which contained the air bag which is not illustrated, the inflator, etc. in this rib 
32c is located in the rear face of the instrument-panel main part 32. 

[0027] Like the air bag lid 3, after carrying out injection formation of the instrument-panel main 
part 32 at a predetermined configuration, the air bag lid 33 is the instrument-panel main part 32 
and really fabricated so that opening 32a for air bag bulge may be closed by thermoplastic 
elastomer with a good low-temperature-embrittlement property. 

[0028] Under the present circumstances, cleavage slot 33a of the letter of the abbreviation for H 
characters and the hinge slots 33b and 33b of the couple prolonged between the open ends of 
cleavage slot 33a are formed in the rear face of the air bag lid 33. Moreover, the base of the air 
bag lid 33 is joined to the opening marginal part of opening 32a for air bag bulge, and the bonding 
strength of the air bag lid [ as opposed to / even if there are no flanges 2b, 12b, and 22b shown 
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in the gestalten 1-3 of operation mentioned above by the surface material 7 / the instrument- 
panel main part 32 ] 33 is secured. In addition, slit 5a for cleavage is formed in full [ of the pad 5 
corresponding to cleavage slot 33a 1 and a part of epidermis 6. 

[0029] (Gestalt 5 of operation) Drawing 6 (A) and (B) show the case where the gestalt 5 of 
operation of the interior panel for vehicles of this invention is applied to a door trim. 
[0030] In drawing 6 (A) and (B\ the door trim 41 as an interior panel for vehicles is equipped with 
the air bag lid 43 which closes opening 42a for side air bag bulge formed in the door trim main 
part 42 and the door trim main part 42 as a monolayer panel. In addition, the front face of this 
door trim main part 42 and the front face of the air bag lid 43 may be worn by the surface 
material which consists of a pad and epidermis like the gestalt 4 of the above-mentioned 
implementation. 

[0031] The door trim main part 42 is formed in the monolayer of injection formation of a resin 
like the instrument-panel main part 2, and forms opening 42a for air bag bulge of an abbreviation 
rectangle. In addition, this opening 42a for air bag bulge is formed with the gestalt 5 of this 
operation of the marginal part of flange 42b of the door trim main part 42 and one. Moreover, rib 
42c is formed in one so that opening 42a for air bag bulge may be surrounded, and the main part 
4 of air bag equipment which contained the air bag which is not illustrated, the inflator, etc. in 
this rib 42c is located in the rear face of the door trim main part 42. In addition, sign 42e is the 
door arm rest formed in the door trim main part 42 at one. 

[0032] On the other hand, like the air bag lid 3, after carrying out injection formation of the door 
trim main part 42 at a predetermined configuration, the air bag lid 43 is the door trim main part 

42 and really fabricated so that opening 42a for air bag bulge may be closed by thermoplastic 
elastomer with a good low-temperature-embrittlement property. 

[0033] Under the present circumstances, cleavage slot 43a of the letter of the abbreviation for H 
characters is formed in the rear face of the air bag lid 43. Moreover, the base of the air bag lid 

43 can secure greatly the plane-of-composition product of the air bag lid 43 to the door trim 
main part 42 after fabrication by making an elastomer straddle rib 42c from the front reverse 
side of flange 42b, and the rear face of flange 42b. In addition, the bonding strength can be 
secured still more greatly by making an elastomer straddle rib 42c from the rear face of flange 
42b, and forming extension 43e. 

[0034] 
[Example] 

(Example 1) Drawing 7 (A) - (D) shows the example 1 of the interior panel for vehicles of this 
invention, and shows the case where the instrument panels 1, 11, 21, and 31 or the door trim 41 
as an interior panel for vehicles is fabricated by the principle of two-layer fabrication, by time 
series. 

[0035] In addition, in this example 1 and example 2 mentioned later, the instrument panel 31 
shown in drawing 5 explains the thing in the state where there is no surface material 7, as an 
instrument panel 31. Moreover, hereafter, in examples 1-3 and an application, "mold goods S", 
the instrument-panel main parts 2, 1 2, 22, and 32, and the door trim main part 42 are packed as 
"a main part H" and air bag lids 3, 13, 23, 33, and 43 "Lid R", and instrument panels 1, 11, 21, 
and 31 and the door trim 41 are called. 

[0036] Moreover, as a main part H, PP composite, PC (polycarbonate), and an ABS/PC alloy can 
be used. On the other hand, if it considers as Lid R, further, for TPO, a bridge formation type and 
the type non-constructing a bridge can use, and SEBS (styrene ethylene butylene styrene), 
SEPS (styrene ethylene polyprene styrene), and SEBS/TEEE (styrene ethylene butylene 
styrene / ester alloy) can use [ TPO (olefin system elastomer) and TPS (styrene system 
elastomer) ] by TPS, respectively. Thereby, combination or junction is really possible for a main 
part H and Lid R by welding by the thermofusion or weld, and adhesion (sticking by pressure). 
[0037] Drawing 7 (A) The rotated type core which 51 rotated centering on the shaft 52, and 
formed the forming side in both sides in - (D), The 1st cavity which the approach (mold clamp) 
and estrangement from the rotated type core 51 (die opening) are possible for 53, and fabricates 
a main part H in collaboration with the forming side of the rotated type core 51, The resin 
material supply nozzle with which 54 was prepared in the 1st cavity 53, the 2nd cavity by which 
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55 is located in an opposite side, and its 1st cavity 53 is possible for the approach and 
estrangement from the rotated type core 51, and it fabricates Lid R in collaboration with the 
form block of the rotated type core 51 focusing on the rotated type core 51, 56 is the material 
supply nozzle prepared in the 2nd cavity 55. 

[0038] In order to fabricate the mold goods S as an interior panel for vehicles by the principle of 
this two-layer fabrication, after making each cavities 53 and 55 approach to the rotated type 
core 51 as shown in drawing 7 (A), resin material is supplied from the resin material supply 
nozzle 54, and a main part H is fabricated. 

[0039] Next, while making each cavities 53 and 55 once desert the rotated type core 51 as 
shown in drawing 7 (B), the rotated type core 51 is rotated centering on a shaft 52, and a main 
part H is located in an opposite side. 

[0040] Each cavities 53 and 55 are made to approach the rotated type core 51 again from this 
state, as shown in drawing 7 (C). At the same time it fabricates a main part H by the rotated 
type core 51 and the 1st cavity 53 by the resin material supplied from the resin material supply 
nozzle 54 By the elastomer which has the low-temperature-embrittlement nature supplied from 
the material supply nozzle 56, Lid R is really fabricated by the rotated type core 51 and the 2nd 
cavity 55 on a main part H, and mold goods S are fabricated. 

[0041] Furthermore, after making each cavities 53 and 55 desert the rotated type core 51 as 
shown in drawing 7 (D), by rotating the rotated type core 51 centering on a shaft 52, mold goods 
S unmold and each process from drawing 7 (B) to drawing 7 (D) is repeated successively 
hereafter. 

[0042] In addition, in drawing 7 (A) - (D), since it is explanatory drawing for fabricating mold 
goods S by the principle of twoHayer fabrication, it is different illustration from the configuration 
of the actual instrument panels 1, 11, 21, and 31 and the door trim 41. Moreover, although mold 
goods are presenting two-layer structure on the drawing, it becomes structure as shown in 
drawing 1 (B), drawing 3 (B), drawing 4 (B), drawing 5 (B), and drawing 6 (B) in fact. 
[0043] under the present circumstances, movable into the portion of the rotated type core 51 
which is equivalent to the rear-face side of Flanges 2b, 12b, 22b, and 42b in the state which 
showed by drawing 7 (B), when making an elastomer straddle the front reverse side of Flanges 
2b, 12b, 22b, and 42b — slide structures, such as a piece, are adopted and the spare time for an 
elastomer invasion is formed moreover — the case where 12d of breakthroughs is formed — the 
hole — the pin according to a configuration, a position, and the number is prepared in the 
rotated type core 51 

[0044] (Example 2) Drawing 8 (A) - (C) shpws the example 2 of the interior panel for vehicles of 
this invention, and shows the case where the interior panel for vehicles is fabricated by insert 
molding, by time series. 

[0045] the slide for the core for 61 fabricating a main part H and 62 sending out the cavity and 
the resin material to which 63 was supplied from the resin material supply nozzle 64 to a cavity 
62 in drawing 8 (A) and (B) — it is metal mold 

[0046] Moreover, it is a material supply nozzle for supplying the elastomer in which the core for 
65 fabricating Lid R and 66 have the cavity in drawing 8 (C), and 67 has low-temperature- 
embrittlement nature. 

[0047] in fabricating mold goods S by insert molding, it shows in drawing 8 (A) first — as — a 

core 61 and a cavity 62 — the slide from a mold-clamp meal and the resin material supply 

nozzle 64 — pass metal mold 63 — after fabricating a main part H by the supplied resin material, 

it is shown in drawing 8 (B) — as — a core 61, a cavity 62, and a slide — a main part H is 

unmolded by the pins 61a and 61a of a core 61, releasing metal mold 63 from mold 

[0048] And after performing a gate cut and cold-runner unmolding of a main part H, the work of 

drawing 8 (A) and (B) is repeated, and a main part H is fabricated one by one. 

[0049] The mold goods S of a main part H and one are fabricated for Lid R by mold-clamp 

carrying out of a core 65 and the cavity 66, and supplying an elastomer from the material supply 

nozzle 67, as it is shown in drawing 8 (C), after setting to a core 65 the main part H fabricated in 

this way on the other hand. 

[0050] (Example 3) Drawing 9 (A) and (B) show the example 3 of the interior panel for vehicles of 
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this invention, and show the case where the interior panel for vehicles which has the surface 
material 7 is fabricated by the press mould, by time series. 

[0051] In drawing 9 (A) and (B), the resin material supply nozzle to which a core and 82 supply a 
cavity and, as for 83, 81 supplies the resin material for main part H, the material supply nozzle 
which supplies the elastomer in which 84 has the low-temperature-embrittlement nature for lid 
R, and 85, 86, 87 and 88 are hydraulic power packages. 

[0052] While setting the surface material 7 (lamination) between a core 81 and a cavity 82 as 
first shown in drawing 9 (A) when really fabricating simultaneously with fabrication of mold goods 
S the surface material 7 on which it was superimposed beforehand, where hydraulic power 
packages 85, 86, 87, and 88 are opened, specified quantity supply of each material is carried out 
from each nozzles 83 and 84. 

[0053] Next, as shown in drawing 9 (B), while closing hydraulic power packages 85, 86, 87, and 
88, a core 81 is dropped, it carries out [ mold-clamp ], and a main part H and Lid R are really 
fabricated simultaneously. 

[0054] (Application) Drawing 10 (A) - (C) shows the application of the interior panel for vehicles 
of this invention, and shows the case where the surface material 7 is fabricated to the mold 
goods S fabricated in the examples 1 and 2. 

[0055] In drawing 10 (A) and (B), the hinge with which in 81 a core and 82 connect a cavity and 
83 connects a core 81 with a cavity 82 possible [ rotation ], the vacuum pump which adsorbs the 
mold goods S which 84 acted on the front face of a core 81, and were set to the core 81 at a 
core 81 side, and 89 are foam injection nozzles. 

[0056] Specified quantity supply of the foaming resin material from the foam injection nozzle 89 
where the mold goods S shown in the examples 1 and 2 as it showed in drawing 10 (A), in 
forming the surface material 7 in the mold goods S fabricated in the examples 1 and 2 mentioned 
above are set to a core 81, while adsorbing mold goods S by the suction effect of a vacuum 
pump 84 at a core 81, after setting epidermis 6 to a cavity 82 is carried out at epidermis 6 (rear 
face of epidermis 6). 

[0057] Next, as shown in drawing 10 (B), the foaming resin material which was made to rotate a 
core 81, carried out [ mold-clamp ], and was supplied to epidermis 6 is extended uniformly, and a 
pad 5 is fabricated. 

[0058] In addition, as shown in drawing 10 (C), foaming resin material may be supplied from the 
foam injection nozzle 86 between a mold-clamp meal, mold goods S, and epidermis 6, without 
supplying foaming resin material from the foam injection nozzle 85 in the state of drawing 10 (A), 
and a pad 5 may be fabricated. In this drawing 10 (C), since the composition of those other than 
foam injection nozzle 86 is the same as the composition shown in drawing 10 (A), it attaches the 
same sign and omits the explanation. 
[0059] 

[Effect of the Invention] If it is in the interior panel for vehicles of this invention as explained 
above, opening for air bag bulge is formed in the monolayer panel of the resin which presents a 
predetermined configuration, and when the aforementioned opening for air bag bulge is closed by 
the air bag lid which is really fabricated by the aforementioned monolayer panel and consists of 
thermoplastic elastomer with a good low-temperature-embrittlement property, it not only can do 
attachment work unnecessary, but it can make crevice management and management with ** 
unnecessary. 



[Translation done.] 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2. **** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] The interior panel for vehicles concerning the gestalt 1 of operation of this invention 
is shown, (A) is the expansion front view of an important section, and (B) is the enlarged vertical 
longitudinal sectional view of an important section. 

[Drawing 2] Similarly, it is the perspective diagram of an instrument panel. 

[Drawing 3] The interior panel for vehicles concerning the gestalt 2 of operation of this invention 
is shown, (A) is the expansion front view of an important section, and (B) is the enlarged vertical 
longitudinal sectional view of an important section. 

[Drawing 4] The interior panel for vehicles concerning the gestalt 3 of operation of this invention 
is shown, (A) is the expansion front view of an important section, and (B) is the enlarged vertical 
longitudinal sectional view of an important section. 

[Drawing 5] The interior panel for vehicles concerning the gestalt 4 of operation of this invention 
is shown, (A) is the expansion front view of an important section, and (B) is the enlarged vertical 
longitudinal sectional view of an important section. 

[Drawing 6] The interior panel for vehicles concerning the gestalt 5 of operation of this invention 
is shown, (A) is the perspective diagram of a door trim and (B) is the enlarged vertical 
longitudinal sectional view of an important section. 

[Drawing 7] The example 1 of the interior panel for vehicles of this invention is shown, and (A) - 
(D) is explanatory drawing showing the case where the interior panel for vehicles is fabricated by 
two-layer fabrication, by time series. 

[Drawing 8] The example 2 of the interior panel for vehicles of this invention is shown, and (A) - 
(C) is explanatory drawing showing the case where the interior panel for vehicles is fabricated by 
insert molding, by time series. 

[Drawing 9] The example 3 of the interior panel for vehicles of this invention is shown, and (A) 
and (B) are explanatory drawings showing the case where the interior panel for vehicles is 
fabricated by the press mould, by time series. 

[Drawing 10] The application of the interior panel for vehicles of this invention is shown, and (A) 
- (C) is explanatory drawing showing the case where foaming of the surface material is carried 
out to the interior panel for vehicles. 
[Description of Notations] 

1 — Instrument panel (interior panel for vehicles) 

2 — Instrument-panel main part (monolayer panel) 
2a — Opening for air bag bulge 

3 — Air bag lid 
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[0 7] *¥£W<DMmmift^'<*/wmifemi s^u 
(a) - (d) fi<:ia5ffirtS^^*2JBdc^-e^?gu 

[0 8] **MO*Mffirt3S^*/^ltlffi«2*^u, 
(A) - (C) liSMfflrtSS^/i'*^ ^f— h^T* 

[0 9] *»M^*MfflrtK^/^ll«S«3S:^U^ 
(A) , (b) fimi^ffirtSi^^*^^^--/i-K-c 

^ u fc «: b# » -c* -rife 01 0 -e *> 5 o 

[010] *»M(0*MfflrtSI^*/v<oi6fflWS:^L, 
(A) - (C) fi^fflrtK^^^/K^SJlWSrlg^^ 

-rz>m^$:^-tmmmx*ibz> 0 . 
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